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(57) ABSTRACT

Materials, apparatus and methods of forming structural com-
ponents for consumer electronics devices are described. In
one embodiment, ceramic fibers, such as alumina, are mixed
with a thermoplastic, such as nylon, to form a composite
material usable in an injection molding process. The volume
percent of ceramic fibers used with the thermoplastic can be
selected to improve the strength properties of the composite
material. Pigments can be added to the composite material to
affect its aesthetic appeal. In one embodiment, the composite
material including the ceramic fibers can be used to form
frame components usable in a consumer electronic device.
The frame components can be load bearing structures that are
externally visible or used within the interior of the device.

19 Claims, 7 Drawing Sheets
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FORMATION OF STRUCTURAL
COMPONENTS USING CERAMIC FIBERS

CROSS REFERENCE TO RELATED
APPLICATIONS

This application claims priority under 35 U.S.C. §119(e)
from co-pending U.S. Provisional Patent Application No.
61/386,930, filed Sep. 27, 2010, titled “FORMATION OF
STRUCTURAL COMPONENTS USING CERAMIC
FIBERS,” which is incorporated by reference and for all
purposes.

BACKGROUND

1. Field of the Invention

The invention relates to enclosure design for consumer
electronic devices and more particularly, methods, apparatus
and materials for forming internal and external frame com-
ponents for electronic devices.

2. Description of the Related Art

In recent years, portable computing devices such as lap-
tops, PDAs, media players, cellular phones, etc., have
become small, light and powerful. One factor contributing to
this reduction in size can be attributed to the manufacturer’s
ability to fabricate various components of these devices in
smaller and smaller sizes while in most cases increasing the
power and or operating speed of such components. Another
factor contributing to the reduction in size is that from a visual
stand point, users often find compact and sleek designs of
consumer electronic devices more aesthetically appealing
and thus, demand compact and sleek designs. The trend of
smaller, lighter, more compact and powerful presents con-
tinuing challenges in the design portable computing devices
and its associated components.

One approach that is used to make smaller, lighter and
more compact devices is to design multi-purpose compo-
nents. For example, portable devices often have wireless
communication mechanisms, in order to provide wireless
communications between the portable device and base sta-
tions, cell phone towers, desktop computers, etc. If the wire-
less communication mechanisms are integrated into other
components, such as part of load bearing elements (e.g.,
external or then internal portions of the frame), then it can be
possible to decrease the size of the portable device.

To utilize a portion of the frame as an antenna, it may be
necessary to provide RF (Radio Frequency) isolation. The RF
isolation allows the portion of the frame used as an antenna to
be properly tuned to receive the frequencies the device needs
to operate wirelessly. The RF isolation can be accomplished
by utilizing materials with different conductive properties
within the frame. From a design point view, it is challenging
to find materials that are both strength compatible and can be
integrated together in an aesthetically pleasing way. Thus, in
view of above, methods, apparatus and materials are desirable
that allow multi-purpose frame components to be designed.

SUMMARY

Broadly speaking, the embodiments disclosed herein
describe methods, apparatus and materials for forming frame
components well suited for use in consumer electronic
devices, such as laptops, cellphones, netbook computers, por-
table media players and tablet computers. In particular, mate-
rials as well as methods and apparatus for forming device
components, such as load-bearing frame components, use-
able in a light-weight consumer electronic device with a thin
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and compact enclosure are described. In one embodiment, a
ceramic fiber can be mixed with a thermoplastic to form a
material that can be used in an injection molding unit. The
injection moldable material can be used to form a device
component alone or in combination with other materials. For
instance, using an injection molding process, the material can
be used to join a number of metal components together to
form a load bearing structure where the material provides 1)
RF isolation between the metal components, 2) is strength
compatible with the metal components and 3) is aesthetically
compatible with the metal components. Materials, methods
and apparatus that can be used to form various device com-
ponents are described as follows.

In one aspect, a material mixture including a ceramic fiber
and thermoplastic is described. The ceramic fiber can be
coated to allow it bond to the thermoplastic. In a particular
embodiment, the ceramic fibers and the thermoplastic can be
used to form a relatively non-conductive polymer with a
tensile module of about 20 GPa or greater. In particular, the
ceramic fibers can have a density between 2.5 g/cc-7 g/ce.
Further, the tensile modulus of the ceramic fiber filaments can
be between about 100 GPa-450 GPa.

The ceramic fibers can be selected to be relatively non-
conductive. For instance, the dielectric constant of the
ceramic fibers can be between about 4-35. In one embodi-
ment, the ceramic fibers can be formed from a metal oxide,
such as alumina. In one embodiment, the ceramic fibers can
be less than 35 volume percent of the material mixture. The
material mixture properties, such as the strength and over-all
conductance, can be varied by changing the percent volume
loading of the ceramic fibers used in the material mixture. In
particular embodiments, the fiber loading in the mixture can
be selected to meet a desired material mixture performance.

Various thermoplastics can be combined with the ceramic
fibers. A few examples include but are not limited to a poly-
mer matrix, nylon, polycarbonate (PC), Polybutylene tereph-
thalate (PBT), PBT/PC blends, Acrylonitrile Butadiene Sty-
rene (ABS) and PC/ABS blends. In a particular embodiment,
a material including ceramic fibers, glass fibers and a ther-
moplastic can be also used. The volume loading of the
ceramic fibers and glass fibers can be varied to meet material
mixture performance objectives and to satisfy cost and avail-
ability constraints associated with each material component.
For instance, glass fibers can be less expensive and more
available than ceramic fibers. Thus, it may be advantageous to
use a combination of ceramic and glass fibers as filler with a
thermoplastic.

In one embodiment, the material mixture including the
ceramic fibers can be used in an injection molding process.
For instance, the material mixture can be used in an injection
molding process to join but provide RF isolation between two
metal components used in an external frame for an electronic
device. In another example, the material mixture can be used
to form a device component, such as an internal frame com-
ponent, in an injection molding process. In a particular, the
ceramic fibers can be formed into sheets and wrapped around
aforming elementto generate a device component, such as an
enclosure. The sheets can be bonded together using an
organic resin to form a composite structure.

Other aspects and advantages will become apparent from
the following detailed description taken in conjunction with
the accompanying drawings which illustrate, by way of
example, the principles of the invention.

BRIEF DESCRIPTION OF THE DRAWINGS

The described embodiments will be readily understood by
the following detailed description in conjunction with the
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accompanying drawings, wherein like reference numerals
designate like structural elements, and in which:

FIG. 1 is a perspective drawing of an external frame com-
ponent in accordance with the described embodiments.

FIGS. 2A and 2B show top views of device components in
accordance with the described embodiments.

FIGS. 2C and 2D show top views of a device component
formed using an injection molding process in accordance
with the described embodiments.

FIGS. 3A and 3B illustrate manufacturing methods for
forming components using materials described herein in
accordance with the described embodiments.

FIG. 4 is flow chart of a method of forming a device
component in accordance with the described embodiments.

FIG. 5A shows a top view of a portable electronic device in
accordance with the described embodiments.

FIG. 5B shows a bottom view of a portable electronic
device in accordance with the described embodiments.

FIG. 5C is a block diagram of a media player in accordance
with the described embodiments.

DETAILED DESCRIPTION OF THE DESCRIBED
EMBODIMENTS

In the following detailed description, numerous specific
details are set forth to provide a thorough understanding of the
concepts underlying the described embodiments. It will be
apparent, however, to one skilled in the art that the described
embodiments can be practiced without some or all of these
specific details. In other instances, well known process steps
have not been described in detail in order to avoid unneces-
sarily obscuring the underlying concepts.

Device frames can be formed using metal portions joined
using a non-conductive thermoplastic material. The metal
portions can be used to form separate antennas for a portable
electronic device where the non-conductive thermoplastic
material provides RF isolation between the metal portions.
The metal portions can be joined in an injection molding
process where the thermoplastic material is injected into a
joint between the two metal portions.

The device frame, including the metal portion joined by the
thermoplastic material, can be a load bearing structure. Thus,
to prevent breakage at the metal joints where the thermoplas-
tic material is used, the strength capabilities of the metal
components and the joining thermoplastic material need to be
somewhat matched. Most thermoplastic materials by them-
selves have limited strength capabilities. However, the
strength materials of a thermoplastic material can be
improved by adding a filler material.

In the application described above, where the thermoplas-
tic material provides RF isolation between the components, a
relatively non-conductive filler material can be utilized. Glass
fibers are one material that are relatively non-conductive and
can be used as a filler material with a thermoplastic. The glass
fibers can be used to increase the strength properties of the
composite material including the filler material and the ther-
moplastic. For example, a composite material of nylon and
glass fibers can be used as a joining material in the example
described above where the glass fibers are added to increase
the overall strength of the composite material.

One advantage of using nylon and glass fibers is that the
composite material is compatible with an injection molding
process. In the example described above two metal compo-
nents are joined using a thermoplastic and filler material, such
as nylon and glass fibers. A disadvantage of using glass fibers
is that a large fill volume of glass fibers can be needed to form
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a joint of sufficient strength. As the fill volume of the glass
fibers increases, the density and hence the weight of the
composite material increases.

Further, even with a high fill volume of glass fibers, a
relatively large joint component formed from the composite
material can be required to match the strength properties of
the surrounding metal. The size of the joint component
between the metal components can affect the metal interface
that holds the joint component in place. Typically, as the size
of'the joint component increases, the size of a metal interface
associated with holding the joint component in place also
increases. Larger components affect both the weight and
packaging design associated with a device.

In view of the above, composite materials, such as a ther-
moplastic including a filler material, are desired that can be
used to form device components, such as a frame that are
stronger and lighter. The composite materials can be rela-
tively non-conductive so that it can be used to form ajoint that
provides RF isolation between two metal components. Fur-
ther, the composite materials can be compatible with an injec-
tion molding process. Composite materials with these prop-
erties, device components formed using these composite
materials and apparatus/methods for forming the device com-
ponents using the composite materials are described in more
detail with respect to the following figures.

In particular, a material mixture including a thermoplastic
and a ceramic fiber filler is described with respect to FIG. 1.
The use of the material mixture to form a joint between two
metal components as part of a frame is also described with
respect to FIG. 1. Different device components that can be
formed including methods of forming the device components
using the material mixtures described herein are discussed
with respect to FIGS. 2A-2D. With respect to FIGS. 3A and
3B, two apparatus and methods for forming device compos-
ites using the material mixtures are discussed. A flow chart of
a method for forming a device component using the material
mixtures is discussed with respect to FIG. 4. Finally, one
example of a portable device that can utilize the device com-
ponents described herein and a system diagram of the por-
table device are described with respect to FIGS. SA-5C.

In particular embodiments, composite materials can be
formed from a thermoplastic mixed with a fiber fill material,
such as a ceramic fiber material. As described below, the
thermoplastic material and the fiber fill material and their
relative volume percentages can be varied. A particular mate-
rial mixture can be used to form device components with
desired properties, such as a desired strength property. In a
particular embodiment, the material mixture can be used to
form a joint between two components composed of a material
different from the material mixture, such as two metal com-
ponents.

Examples of a thermoplastic that can be used in the mate-
rial mixture include but are not limited to a polymer matrix,
nylon, polycarbonate (PC), Polybutylene terephthalate
(PBT), PBT/PC blends, Acrylonitrile Butadiene Styrene
(ABS) and PC/ABS blends. One example of a filler material
that can be utilized is a ceramic fiber. When the ceramic fiber
is used to provide RF isolation and minimize RF loss a mate-
rial that is relatively non-conductive can be utilized. If RF
isolation is not needed, then it may be possible to use a more
conductive fiber, such as a carbon fiber. Property ranges of a
non-conductive ceramic fiber that can be used as a filler
material are described in the following table.
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TABLE 1

Ceramic Fiber Properties

Density (g/cc) 2.5-7
Tensile Modulus (GPa) 100-450
Dielectric Constant 4-35

In various embodiments, the ceramic fibers can be a non-
conductive metal oxide, such as an oxide including alumi-
num, titanium or zirconium. In a particular embodiment, the
ceramic fibers can be alumina fibers. In another embodiment,
the ceramic fibers can be a titanium oxide, such as titanium
dioxide. In yet other embodiments, the ceramic fibers can be
formed metal oxides including titanium and aluminum or can
be a mixture of alumina fibers and titanium oxide fibers.
Other compositions of ceramic fibers are also possible, such
a mixture including zirconium, alumina and titanium metal
oxides.

The ceramic fibers can be coated to increase bonding
between the fibers and the thermoplastic. As an example,
continuous strands of the ceramic fibers can be coated and
then the fibers can be chopped and mixed with a thermoplas-
tic. The fiber lengths can be between 200-500 microns. In
some embodiments, fiber lengths can be up to 1000 microns.

In a particular embodiment, alumina fibers can be mixed
with nylon as the thermoplastic. In a preparation device, the
thermoplastic and fiber mixture can be bonded together, such
as via heating or a chemical reaction, and then extruded as
filaments. In one embodiment, the mixture filaments can be
chopped to form pellets that are usable in an injection mold-
ing process (e.g., see FIG. 3A).

In one embodiment, pigments can be also be added to the
mixture of ceramic fibers and the thermoplastic. The pig-
ments can be used to provide materials of different colors. For
instance, pigments can be added to produce a material that is
white, black or some color in between. When used in an
externally visible component, the use of pigments may allow
or more aesthetically pleasing component to be produced.

The percent volume of the fiber filler can be selected to
achieve a material mixture with particular strength properties.
In one embodiment, the components of the material mixture,
i.e., the thermoplastic and filler, and their associated percent
volume can be selected to provide a tensile strength modulus
of'about 20 GPa or greater. For instance, a material mixture
including nylon with alumina used as a filler can be used to
generate a 20 GPa tensile modulus or greater. In one embodi-
ment, alumina fibers of 30 percent by volume or less can be
used with nylon. The percent of the ceramic fibers by volume
can be varied to produce materials with different properties,
such as different strengths and densities.

In general, as the loading volume of the filler material
approaches zero, the tensile modulus of the material mixture
approaches the tensile modulus of the thermoplastic that is
selected. As the loading volume of the material approaches
100% then the tensile modulus of the material mixture
approaches the tensile modulus of the filler material. Thus,
the tensile modulus of the material mixture can range
between the tensile modulus of the thermoplastic and the
tensile modulus of the filler material where maximum and
minimum values of tensile modulus for the material mixture
can depend on the selected materials.

One advantage of using a thermoplastic with a ceramic
fiber filler, such as nylon and alumina, over a thermoplastic
with glass fibers, such as nylon and glass, is that a lower
volume percent of filler material can be used to achieve a
similar strength. For instance, 10 volume percent of alumina
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fibers in nylon can produce a material that is equivalent in
strength to about 30 volume percent of glass fibers in nylon.
The lower filler volume can produce a material that is com-
paratively lighter.

Another advantage is a stronger material can be produced.
For instance, a material with a 30 volume percent of alumina
fibers in nylon can have a modulus that is about 4 times
greater than a material with a 30 volume percent of glass
fibers in nylon. A larger modulus may allow less material to be
used for an equivalent part. For instance, if the nylon/alumina
mixture has a strength modulus greater than a nylon/glass
mixture, then a joint between two metal components formed
using the nylon/alumina mixture can be smaller than a joint
between two metal components formed using nylon/glass
mixture. A smaller joint may provide benefits such as a lighter
weight and a better packing efficiency.

With respect to the following figures, the method and appa-
ratus for forming device components using thermoplastic and
ceramic fiber material mixtures are described. The examples
are provided for the purposes of illustration and are not meant
to be limiting. FIG. 1 is a perspective drawing of an external
frame component 100. The external frame component can
include two frame parts, 102 and 104. The two portions, 102
and 104, can be joined via interfaces 106a and 1065. The
external frame components, 102 and 104, surround area 118.
Additional frame parts can be placed in area 118. For
instance, in one embodiment, a metal tray can be welded into
area 118.

In a particular embodiment, a thermoplastic/ceramic fiber
material, such as nylon/alumina described above, can be used
in the joint interfaces 1064 and 1065 to join the two frame
parts, 102 and 104. The two frame parts, 102 and 104, can be
composed of amaterial. such as a metal. If the two frame parts
are used as part of a wireless antenna, then the thermoplastic/
ceramic fiber material can be constructed to be relatively
non-conductive so that RF losses between the two frame
components are minimized. If RF losses are not important, it
might be possible to use a more conductive ceramic fiber,
such as a carbon fiber with the thermoplastic in the joint
interfaces.

As an example of forming the joint interfaces 106a and
1064, using injection molding, the thermoplastic/ceramic
fiber mixture can be injected at location 128 between the
external face 126 of part 104 and face 124 of part 102 at joint
interface 10656 to form part 120 (Injection molding is
described in more detail with respect to FIG. 3A). A similar
method can be applied at interface 1064 to form part 114. As
is described with respect to joint 106a, at the joint interfaces,
structures, such as 115, can be provided on the internal sur-
face 112 of part 104 and an internal surface 110 of part 102.
The structures, such as 115, can be formed from the same or
a different material as parts 102 and 104. A structure 122,
similar to structure 115, is provided on the inner surfaces of
parts 102 and 104 at joint interface 1065.

The structures, such as 115 and 122, at the joint interfaces
1064 and 1065 can include hollow portions. When the ther-
moplastic/ceramic fiber mixture is injected into the joint
interfaces, the material mixture can permeate into the hollow
portions, such as 108. The mixture can then harden to form
parts 114 and 122 that hold the parts 102 and 104 together.

Excess material can be deposited during the injection
molding process. For instance, excess material can be depos-
ited on surfaces, such as 126 and 124 on the external surface
of joint interface 1065. As another example, excess material
can be deposited on internal surface, such as onto the struc-
tures 115 and the possibly the surrounding surfaces 110 and
112. Also, excess material can be extruded above and/or
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below the joint interface. If desired, for aesthetic or packaging
purposes, excess material can be removed from external,
internal, top and/or bottom surfaces surrounding the joint
interfaces in a post injection molding finishing step.

As is described above, a nylon/alumina fiber mixture can
be stronger than a nylon/glass fiber mixture. The use of a
stronger material can affect the design of the joint interfaces
106a and 1065. For instance, when a stronger material is used
relative to a less strong material, it may be possible to reduce
the size of the interface structures, 114 and 120, as well as the
support structures, 115 and 122. Reducing the size of these
structures can reduce the weight of the device and improve the
packaging design.

With respect to FIG. 1, the use of a thermoplastic/ceramic
fiber material was described in relation to forming a frame
component usable in an electronic device where the thermo-
plastic/ceramic fiber material is used to form a joints that hold
parts of the frame components together With respect to FIGS.
2A-2D, other device components that can be formed using the
thermoplastic/ceramic fiber materials are described. FIGS.
2A and 2B show top views of device components 140 and
146. The device components can be formed using an injection
molding process. In one embodiment, the device components
can be used as part of an internal frame component, casing or
support structure.

As shown in the FIGS. 2A and 2B, the parts 140 and 146,
can be formed straight or curved surfaces, such as 148. If an
injection molding process is used, the mold can include
blocked out regions that allow apertures, such as 142 and 150,
to be formed. During the injection molding process, the ther-
moplastic/ceramic fiber material can flow around the blocked
outregions to form the apertures. These apertures can be used
with a fastener to secure the parts, such as 140 and 150, within
a structure or attach other components to the parts.

In one embodiment, the apertures, such as 142 and 150, can
be formed as part of a post-finishing step after the injection
molding. For instance, after the parts 140 and 150 harden, the
apertures, such as 142 and 150, can be drilled into parts at
desired locations. In yet other embodiments, additional shap-
ing of a part can be performed after injection molding. For
example, a cut can be made along line 144 on part 140 to
provide the final shape of part 140. As described above, as part
of'the post-injection molding process, excess material can be
removed from a part, such as 140 and 146, to eliminate
imperfections generated during the injection molding pro-
cess.

FIGS. 2C and 2D show top views of a frame component
168 that can be formed using an injection molding process. In
FIG. 2C, two portions, 160a and 1605, can be secured in a
frame associated with a molding unit. The molding unit can
be used to guide the placement of the material that occurs
during the injection molding process. The two portions, 160a
and 1604, can include apertures 164a and 1645. The molding
unit can be constructed such that a thermoplastic/ceramic
fiber material fills in the area 162 including filling in each of
the apertures 164a and 1645. The shape, size and number of
apertures in each of the components 160a and 1605 can be
selected so that a strong bond is formed between the compo-
nents 160a and 1605 and the injection molding material.

FIG. 2D shows a part 168 that can be formed after injection
molding. A solid block 166 can be formed from the injection
molding material. It extends into the apertures 164a and 1645.
As described above, excess material can be removed from the
solid block 166 and the surrounding components, such as
160a and 1605, in a post-injection molding finishing step if
desired. Next, with respect to FIGS. 3A and 3B, examples of
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apparatuses and methods of forming device components
using the thermoplastic/ceramic fiber materials described
herein are discussed.

FIG. 3 A shows a perspective drawing of an injection mold-
ing unit 180 with a partial cut-away showing the injection
path in the injection unit and molding unit 190. Raw material
182 can be added in the cone. The raw material 182 can be one
of'the thermoplastic/ceramic fiber materials described above.
In one embodiment, it can be provided in a pellet form. In the
injection unit 188, the raw material 182 can be melted and the
melted material 184 injected into the molding unit 190 to
form a molded part 186.

The clamping unit 192 can be used to bring a molding unit,
such as 190, in contact with the melted material as part of the
injection molding process. Once the melted material 184
hardens, the clamping unit 192 can separate the molding unit
190 in some way to allow a completed part to be removed.
Then, if used, additional component parts can be loaded into
the molding unit, such as metal frame component parts, and
the process can be repeated.

As an example, the clamping unit 192 can be opened to
allow a molding unit to be loaded with frame parts, such as
102 and 104, shown in FIG. 1. The molding unit 190 can then
be clamped together and melted material 184 can be injected
into the joint interfaces, 106a and 1065, between the frame
parts 102 and 104, to form the joints 114 and 122. After the
joints harden, the clamping unit 192 can separate the molding
unit 190. Then, the frame component 100 including frame
parts 102, 104 and joints 114, 122, can be removed. New
frame parts, 102 and 104, can be loaded into the molding unit
190 and the process can be repeated. The removed frame
component 100 can be taken to another device, such as a
polishing device, for post-injection molding finishing of the
frame component.

In alternate embodiment, the ceramic fibers, such as alu-
mina fibers, described herein can be formed into continuous
strands. If desired, the continuous strands can be woven
together as a mat with a particular width and thickness. The
mat can be rolled onto a spool. In FIG. 3B, a spool 196 with
strands of ceramic fibers or a mat of ceramic fibers is shown.

To produce a device component, such as a case for an
electronic device, a forming element, such as 197, can be
provided. Then, mechanisms attached to the spool 195 and/or
the forming element 197, can be used to wrap the material
from the spool 195 around the forming element 197. For
instance, the forming element 197 can be rotated while the
spool 195 is moved in a linear fashion. The layers of material
including the ceramic fiber from the spool 195 can be over-
lapped to form a case structure. The fiber layers can be coated
196 in a substance such as an organic resin to bond the layers
together as they are wrapped around the forming element 197.
The bonds between the layers are set as the resin hardens. A
partially formed case 198 including a number of overlapping
ceramic fiber layers bonded together via a resin is shown in
FIG. 3B.

After a case is formed, a number of post finishing steps can
be performed. For instance, the case can be cut to remove the
forming element 197. As another example, an aesthetic fin-
ishing layer can be applied over the case. Further, the case can
be machined in some manner. For instance, portions of the
case can be removed to provide entry ports for various device
interfaces, such as a cut-out for a data/power interface.

Next, with respect to FIG. 4, a method 300 of forming a
device component using the materials described herein is
described. In 302, the desired material properties of a device
component, such as a frame component can be determined.
For instance, a desired tensile modulus and conductivity for
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the material can be selected. In 304, a thermoplastic material,
a ceramic fiber filler material and a percent volume of each
material can be determined that produces a composite mate-
rial with the desired material properties. For instance, in one
embodiment, the composite material can be constructed to
have a tensile modulus greater than 20 GPa.

In 306, a composite material including a ceramic fiber filler
material and a thermoplastic material in some relative ratio
can be formed that satisfies the desired material properties
selected in 302. In one embodiment, the composite material
can be usable in an injection molding unit, such as the unit
described with respect to FIG. 3A. The ceramic fiber filler
material can be coated to allow the ceramic fibers to bond to
the thermoplastic material. In a particular embodiment, com-
posite material can be formed from coated alumina fibers
bonded to nylon.

In 308, a pigment can be optionally added to the composite
material. The pigment can be added to improve the aesthetic
appeal of a device formed using the composite material. The
pigment can be used to affect the color of the material formed
in 306. Using a pigment, composite materials that are white,
black or of various colors can be generated.

In 310, a device component, such as a frame component,
can be formed using the composite material including the
thermoplastic loaded with ceramic fibers. In one embodi-
ment, the composite material can be used in an injection
molding unit. In 312, excess material can removed from the
formed device component, such as frame component. In addi-
tion, additional cuts or apertures can be made in the frame
component to complete its shaping. For example, apertures
can be drilled into a part formed using the composite material
in an injection molding unit. In 314, surface finishing, such as
polishing, can be applied to the component formed in 310.
One or more of the steps in method 300 can be implemented
using a computer controlled manufacturing process. Thus,
the described embodiments can also be embodied as com-
puter readable code on a computer readable medium for con-
trolling manufacturing operations or as computer readable
code on a computer readable medium for controlling a manu-
facturing line.

FIGS. 5A and 5B show a top and bottom view of a portable
computing device 400 in accordance with the described
embodiments. The portable computing device can include
one or more components formed using the thermoplastic and
ceramic fiber material mixture described above. The portable
computing device can be suitable for being held in hand of a
user. A cover glass 406 and a display 404 can be placed within
an opening 408 of housing 402. The cover glass can include
an opening for an input mechanism, such as input button 414.
Inone embodiment, the input button 414 can be used to return
the portable computing device to a particular state, such as a
home state.

Other input/output mechanisms can be arranged around an
periphery of the housing 402. For instance, a power switch,
such as 410 can be located on a top edge of the housing and a
volume switch, such as 412, can be located along one edge of
the housing. An audio jack 416 for connecting headphones or
another audio device and a data/power connector interface are
located on the bottom edge of the housing. The housing 400
also includes an aperture for a camera 415 that allows video
data to be received.

FIG. 5C is a block diagram of a media player 500 in
accordance with the described embodiments. The media
player 500 includes a processor 502 that pertains to a micro-
processor or controller for controlling the overall operation of
the media player 500. The media player 500 stores media data
pertaining to media items in a file system 504 and a cache 506.
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The file system 504 is, typically, a storage disk or a plurality
of disks. The file system typically provides high capacity
storage capability for the media player 500. However, since
the access time to the file system 504 is relatively slow, the
media player 500 also includes a cache 506. The cache 506 is,
for example, Random-Access Memory (RAM) provided by
semiconductor memory. The relative access time to the cache
506 is substantially shorter than for the file system 504. How-
ever, the cache 506 does not have the large storage capacity of
the file system 504.

Further, the file system 504, when active, consumes more
power than does the cache 506. The power consumption is
particularly important when the media player 400 is a por-
table media player that is powered by a battery (not shown).

The media player 500 also includes a user input device 408
that allows a user of the media player 500 to interact with the
media player 500. For example, the user input device 508 can
take a variety of forms, such as a button, keypad, dial, etc. Still
further, the media player 400 includes a display 510 (screen
display) that can be controlled by the processor 502 to display
information to the user. A data bus 111 can facilitate data
transfer between at least the file system 504, the cache 506,
the processor 502, and the CODEC 512.

In one embodiment, the media player 500 serves to store a
plurality of media items (e.g., songs) in the file system 504.
When a user desires to have the media player play a particular
media item, a list of available media items is displayed on the
display 510. Then, using the user input device 508, a user can
select one of the available media items. The processor 502,
upon receiving a selection of a particular media item, supplies
the media data (e.g., audio file) for the particular media item
to a coder/decoder (CODEC) 512. The CODEC 512 then
produces analog output signals for a speaker 514. The speaker
514 can be a speaker internal to the media player 500 or
external to the media player 100. For example, headphones or
earphones that connect to the media player 500 would be
considered an external speaker.

The various aspects, embodiments, implementations or
features of the described embodiments can be used separately
or in any combination. Various aspects of the described
embodiments can be implemented by software, hardware or a
combination of hardware and software. The described
embodiments can also be embodied as computer readable
code on a computer readable medium for controlling manu-
facturing operations or as computer readable code on a com-
puter readable medium for controlling a manufacturing line.
The computer readable medium is any data storage device
that can store data which can thereafter be read by a computer
system. Examples of the computer readable medium include
read-only memory, random-access memory, CD-ROMs,
DVDs, magnetic tape, and optical data storage devices. The
computer readable medium can also be distributed over net-
work-coupled computer systems so that the computer read-
able code is stored and executed in a distributed fashion.

The many features and advantages of the present invention
are apparent from the written description and, thus, it is
intended by the appended claims to cover all such features
and advantages of the invention. Further, since numerous
modifications and changes will readily occur to those skilled
in the art, the invention should not be limited to the exact
construction and operation as illustrated and described.
Hence, all suitable modifications and equivalents may be
resorted to as falling within the scope of the invention.

What is claimed is:

1. An electronic device, comprising:

an external enclosure, comprising:

a first conductive metal component; and
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a separate second conductive metal component, wherein at
least one of the first conductive metal component and the
second conductive metal component functions as a wire-
less antenna to provide radio-frequency communication
for the electronic device;

wherein the first conductive metal component and the sec-
ond conductive metal component are part of an external
frame or an internal frame for the electronic device;

a non-conductive interface component molded between
adjacent edges of the first and second conductive metal
components and that rigidly joins the first and second
conductive metal components to form a least a portion of
the enclosure, the non-conductive interface component
providing radio frequency isolation between the first
conductive metal component and the second conductive
metal component and wherein the non-conductive inter-
face component is formed from a composite material
comprising:

a non-conductive thermoplastic material; and

a non-conductive ceramic fiber filler material within the
thermoplastic material; and

a processor received within the external enclosure and
operatively connected to the wireless antenna.

2. The electronic device of claim 1, wherein the non-con-
ductive thermoplastic material is nylon and the non-conduc-
tive ceramic fiber filler material is alumina.

3. The electronic device of claim 1, wherein the first con-
ductive metal component and the second conductive metal
component are formed from aluminum.

4. The electronic device of claim 1, wherein the non-con-
ductive thermoplastic material comprises a pigment.

5. The electronic device of claim 1, wherein the non-con-
ductive ceramic fiber material comprises a pigment.

6. The electronic device of claim 1, wherein the non-con-
ductive interface component, the first conductive metal com-
ponent and the second conductive metal component function
as a load bearing structure.

7. An electronic device, comprising:

a housing component enclosing various electronic compo-
nents of the electronic device, the housing component
having a first conductive metal portion and a second
conductive metal portion, wherein at least one of the first
conductive metal portion and the second conductive
metal portion functions as a wireless antenna to provide
radio frequency communication for the electronic
device;

wherein the first conductive metal portion and the second
conductive metal portion are part of an external frame or
an internal frame for the electronic device; and

a non-conductive material formed from nylon and coated
alumina fibers bonded together, the non-conductive
material:

molded between adjacent edges of the first conductive
metal portion and the second conductive metal portion to
form a rigid coupling between the first and second metal
portion; and
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providing radio frequency isolation between the first con-
ductive metal portion and the second conductive metal
portion.

8. The electronic device of claim 7, wherein

the nylon and coated alumina fibers are combined in a

pellet structure operable for injection molding.

9. The electronic device of claim 7, wherein the non-con-
ductive material comprises a pigment.

10. The electronic device of claim 7, wherein the first
conductive metal portion and the second conductive metal
portion is a load bearing structure.

11. The electronic device of claim 7, further comprising a
processor disposed within the housing and communicatively
coupled to the wireless antenna.

12. An electronic device, comprising:

an external enclosure comprising:

a first conductive metal component; and

a second metal conductive component, wherein the first

conductive metal component and the second conductive
metal component function as an antenna to provide com-
munication functionality for the electronic device;
wherein the first conductive metal component and the sec-
ond conductive metal component are part of an external
frame or an internal frame for the electronic device; and

a non-conductive thermoplastic interface component

molded between adjacent edges of the first conductive
metal component and the second conductive metal com-
ponent that rigidly joins the first conductive metal com-
ponent and the second conductive metal component and
provides radio frequency isolation between the first con-
ductive metal component and the second conductive
metal component; and

a processor within the external enclosure and operatively

coupled to the antenna.

13. The electronic device of claim 12, wherein the non-
conductive interface component is formed from a composite
material comprising a thermoplastic material and a non-con-
ductive ceramic fiber filler material.

14. The electronic device of claim 13, wherein the non-
conductive ceramic fiber filler material is disposed within the
thermoplastic material.

15. The electronic device of claim 13, wherein the non-
conductive material comprises a non-conductive metal oxide.

16. The electronic device of claim 12, wherein the non-
conductive interface component comprises a pigment.

17. The electronic device of claim 12, wherein the non-
conductive interface component is injection-molded between
the first conductive metal component and the second conduc-
tive metal component.

18. The electronic device of claim 12, wherein the first
conductive metal portion and the second conductive metal
portion is load bearing.

19. The electronic device of claim 12, wherein the non-
conductive interface component comprises:

a non-conductive thermoplastic material; and

a non-conductive ceramic fiber filler material.
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